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(54) Orthodontic element and manufacturing method thereof 



(57) In orthodontic element made of a bracket com- 
posed of polycrystalline ceramics, a glass liner is fur- 
nished in an archwire slot furnished in the bracket. 
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Description 

BACKGROUND OF THE INVENTION 

1 . Field of the Invention 

[0001] The present invention relates to an orthodontic element and a manufacturing method therefor, and in partic- 
ular relates to an orthodontic element and a method therefor where the element is furnished with a liner provided inside 
an archwire slot, in order to improve the slippage and shiftability of archwire engaged in orthodontic brackets made of 
ceramics. 

2. Description of the Related Art 

[0002] In orthodontic clinical treatment, small implements called brackets are attached to the teeth of the patient. In 
the past, these brackets were mainly made of metal, but in recent years materials such as plastics and ceramics has 
been developed in order to improve the aesthetic appearance, and now brackets using ceramics have come into use. 
[0003] The form of use of these brackets is to attach the brackets to the teeth by adhesion, and in order to impart 
external force to these brackets intended to straighten the teeth, metal archwire is passed through archwire slots pro- 
vided in the brackets and the archwire and brackets are suitably tied. 

[0004] However, ceramics brackets particularly in the case of polycrystalline ceramics brackets have the problem 
of poor slippage on the metal archwire compared to metal brackets. 

[0005] That is, many polycrystalline ceramics are made by processing their archwire slots with such as diamond 
blades, so that crystal particles are scarified on the processed surface by such slot processing, making the surfaces 
rough so that the archwire would not slip. 

[0006] There exists technology intended to improve the slippage of metal archwire on these types of ceramics 
brackets, as described for example in U.S. Patent No. 5,358,402 and U.S. Patent No. 5,380,196. 
[0007] The technology described in this publication is described as: "It is possible to turn the friction between the 
archwire slots and the metal archwire into the friction of metal on metal by furnishing metal liners in the slots provided 
in the brackets". 

[0008] Further, United States Patent No. 4,988,293 discloses technology described as: The strength will be rein- 
forced by providing polycrystalline outer coating layers on brackets comprising monocrystalline alumina, which is very 
fragile." 

[0009] In addition to the problems above, ceramics brackets are themselves very hard, so that metal archwire tends 
to create friction particularly at mesiodistal ends of the slots. Consequently, there is the problem of archwire slippage 
being worse at the extreme ends than with metal brackets. 

[0010] This is equivalent to saying that the bracket is hard to slide on the archwire, with the result that tooth align- 
ment do not proceed, and this lead to the problem of longer periods orthodontic treatment. 

[0011] In the state of affairs, the structure of the ceramics bracket disclosed in U.S. Patent No. 5,358,402 and U.S. 
Patent No. 5,380,196, because it uses a metal liner, was a step back asethetically even though slippage improved. Fur- 
ther, with a structure combining ceramics and metal, joining the ceramics and metal is technologically difficult, and 
brackets having metal liners had the problem of high cost. 

SUMMARY OF THE INVENTION 

[0012] It is an object of the present invention to improve the slippage of metal archwire and ceramics brackets, 
together with offering an aesthetically superior orthodontic element and a method for manufacturing it easily. , 
[0013] An orthodontic element according to the present invention is an orthodontic element comprising: a bracket 
comprising polycrystalline ceramics, in which an archwire engages; and a glass liner provided in an archwire slot 
formed in said bracket in order to engage the archwire. 

[0014] In the orthodontic element pertaining to the present invention, said glass liner may be colored, both mesio- 
distal end surfaces of said archwire slot may be constructed so as to have bevel portions, and the corner' radius at the 
slot bottom surface (the radius of curvature of the R shaped entry angles of the bottom of said archwire slot) are con- 
structed to be 0.03 mm or over. 

[0015] A method for producing an orthodontic element, comprises the steps of: inserting a glass rod in a slot of a 
bracket, comprising polycrystalline ceramics whose slot is somewhat larger than the archwire slot required; after the 
inserting step, melting said glass so that said glass covers the slot internal walls; and forming said glass covering said 
slot internal walls as a glass liner by processing to a shape nearly along said slot internal walls. 
[0016] In the method for producing the orthodontic element, hot press processing is used as the processing during 
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said glass is melted. In the method for producing the orthodontic element, cutting processing is used as the processing 
after said glass is melted. In the method for producing the orthodontic element, concave portions larger than said slot 
is previously furnished at both mesiodistal ends of said slot, and when said glass is melted, the glass flows into said 
concave portions. 

s [0017] Following the orthodontic element pertaining to the present invention, it is an orthodontic element con- 
structed so that archwire engages in a bracket comprising polycrystalline ceramics, and since it is furnished with a glass 
liner in the archwire slot formed in the bracket for the purpose of engaging the archwire, there is no lowering of slippage 
between the metal archwire and the bracket, and it is superior aesthetically. Also, by furnishing the glass liner, the 
strength of the archwire slot portion is increased because glass has a lower stress intensity factor than ceramics,' and 

io in particular the fracture toughness is increased when torque is imparted to the bracket by the metal angular archwire 
(square and rectangular wire). 

[0018] In the orthodontic element of the present invention, following the structure where the glass liner is colored 
makes is easy to discriminate the glass liner, for example making it possible to avoid errors by having different colors 
on respective teeth, and making it easy to determine the positions on tooth surfaces by color. 
15 [0019] In the orthodontic element of the present invention, following the structure where both mesiodistal end sur- 
faces of the archwire slot have bevel portions makes it possible to avoid excess friction and gnawing between the arch- 
wire and the mesiodistal ends of the archwire slot 

[0020] In the orthodontic element of the present invention, with the comer radius (RO) at slot bottom surface being 
constructed to be 0.03 mm or over, when torque is imparted to the archwire, its stress disperses along the archwire slot 

20 surface without being concentrated in any one part, thereby raising the fracture toughness of the orthodontic element. 
[0021] Following the method of manufacturing the orthodontic element pertaining to the present invention, it is a 
method of making orthodontic elements using brackets comprising polycrystalline ceramics, and after glass rod is 
inserted in a slot of the bracket whose slot is somewhat larger than the archwire slot required, said glass is melted so 
as to cover the slot internal walls by capillary action so that the glass and ceramics are chemically bonded, and said 

25 glass covering said slot internal walls is formed as a glass liner by processing to a shape nearly along said slot internal 
walls, so as to be able easily to manufacture an orthodontic element that is aesthetically superior without lowering the 
slippage between the metal archwire and the bracket. 

[0022] Also, within the method of manufacturing said orthodontic element pertaining to the present invention, form- 
ing of the liner is very easy with the method using hot press forming for processing during the glass is melted, making 

30 it a manufacturing method suitable for mass production. 

[0023] Also, within the method of manufacturing said orthodontic element pertaining to the present invention, form- 
ing of the liner can be done individually as required with the method using grinding process after the glass is melted. 
[0024] Also, within the method of manufacturing said orthodontic element pertaining to the present invention, it is 
possible to previously furnish concave portions larger than said slot at both ends of said slot, so when said glass is 

35 melted the glass flows into said concave portions so as to easily form a liner having roundness in the portions on both 
mesiodistal ends. 

BRIEF DESCRIPTION OF THE DRAWINGS 

40 [0025] In the accompanying drawings: 

Figs. 1A to 1D are explanatory diagrams of an embodiment of an orthodontic element pertaining to the present 
invention, Fig. 1 A shows an upper surface view of the orthodontic element, Fig. 1 B shows a side surface view, Fig. 
1C is a side surface view showing orthodontic elements having a torque in base structure, and Fig. 1D is a side 
45 surface view having a torque in face structure; 

Figs. 2A to 2C are explanatory diagrams showing a method for manufacturing the orthodontic element pertaining 
to the present invention; 

Figs. 3A to 3C are explanatory diagrams showing another embodiment of the orthodontic element pertaining to the 
present invention; 

so Fig. 4 is a partially abbreviated diagram showing a method of measuring the friction resistance in an example of the 
present invention; 

Figs. 5A to 5C are graphs showing the friction resistance of samples 1 through 3 in the example; and 
Figs. 6A to 6C are graphs showing the friction resistance of samples 4 through 6 in the example. 

55 PREFERRED EMBODIMENTS OF THE INVENTION 

[0026] Preferred embodiments according to the present invention will be explained in detail with reference to the 
accompanying drawings. 
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[0027] Figs. 1 A and 1 B shows an embodiment of the present invention. Further, Fig. 1 A is an upper surface view of 
an orthodontic element 1 , and Fig. 1 B is a side surface view. 

[0028] The orthodontic element shown in Figs. 1 A and 1 B is composed of polycrystalline ceramics, being a bracket 
3 whose side opposite the lower bottom side towards the tooth has an archwire slot 7 formed in the mesiodistal direction 
5 for containing an archwire 8 and tie wings 6 projecting on the gingival and occlusion sides. In this archwire slot 7, a glass 
liner 5 is formed so as to coat the slot 7. 

[0029] The bracket 3 constructed in this manner, as is well known, is attached on its tooth side lower surface 9, 
which is the bonding base surface, to a tooth 1 0 with adhesive. Then, a metal archwire 8 is engaged in the archwire slot 
7, and the archwire slot 7 and archwire 8 are tied with a ligature wire or an elastomeric ligature ring 20. 
w [0030] In this embodiment, as the above glass liner 5 is provided in the archwire slot 7 of the ceramics bracket 3 so 
that there will be good slippage between the archwire 8 and the archwire slot 7. Also, since there is transparency (or 
translucency) because the glass liner 5 is present, the aesthetics will also be superior. 

[0031] Thickness (t) of the glass liner 5 is not particularly restricted, but about 50 to 1 00 u.m, for example, would be 
preferred. 

15 [0032] In this embodiment, the polycrystalline ceramics serving as the bracket 3 preferably can have a structure 
made of polycrystalline alumina (Al20 3 ) orzirconia (Zr0 2 ). So this bracket 3 is capable of using substances with optical 
transparency or translucency (light can pass through). 

[0033] Also, the slot liner is preferred to form to include considerable silica (Si0 2 ). It is possible to use such as for 
example soda lime glass or borosilicate glass as the glass types used in the glass liner 5. There will be good slippage 

20 for the metal archwire 8 because the glass liner 5 is amorphous. 

[0034] Also, the material for the glass liner 5 should have a small coefficient of friction, and crystallized glass for 
example can be used. This crystallized glass will have as its main ingredients such as silica (Si0 2 ), alumina (Al 2 0 3 ), 
lithium oxide (Li 2 0 3 ), titanium oxide (Ti0 2 ) or zirconia (ZrQ 2 ), and after first being formed as glass it is reheated, so that 
the crystals in the glass are precipitated, giving its properties closer to stone than glass and making a smaller coefficient 

25 of friction possible. 

[0035] The glass liner 5 can be colorized to allow discrimination. For example, mistakes in use can be prevented by 
color-coding specifically for the tooth 10, making it easy to determine the position on the tooth surface by the coloriza- 
tion, and the colored glass liner 5 works as a guideline for the archwire slot 7. 

[0036] As a modification of this embodiment of the present example, a bracket 3c as shown in Rg. 1C can have its 
30 tooth side bottom surface with a torque in base structure. This torque in base structure is one having a certain fixed 
angle on the bottom surface 9 relative to the surface formed by the archwire slot 7 (it has inclination angle a in respect 
to the axis at right angles to center line G in the direction of the depth of the archwire slot 7). That is, the angular arch- 
wire 8 with an angular section as illustrated in Fig. 1C is in a state where it imparts pressing of the bracket 3c toward 
the tooth surface side, so that it can apply inclined force in the desired direction against the tooth (the archwire 8 can 
35 impart torque directly to the bottom and the side surface of the archwire slot 7). 

[0037] Also, as another modification, as shown by the torque in face structure illustrated in Fig. 1 D, the archwire slot 
7 is one that has a certain fixed angle relative to the tooth side bottom surface 9 (the axis at right angles to center line 
G in the direction of the depth of the archwire slot 7 has inclined angle p relative to the bottom surface 9). In this case 
also, the angular archwire 8 is in a state where it imparts pressing of a bracket 3d toward the tooth surface side, so that 
40 it can apply inclined force against the tooth in the required direction. 

[0038] Next, a method for manufacturing the orthodontic element of the present invention will be explained with ref- 
erence to Figs. 2A to 2C. 

[0039] Further, in the present specification, a state where the glass liner is formed is called "archwire slot 7", and a 
state before the glass liner is formed is called "slot 11". 
45 [0040] First, prepared is the bracket 3 having a slot 1 1 somewhat larger than the desired archwire slot 7. 

[0041] The glass rod 13 previously formed, for example at 700°C, is inserted into this slot 1 1 . The term previously 
formed as used here means that a glass rod with an angular sectional shape is previously made in a heating atmos- 
phere of 700°C using a special metal mold. (See in Fig. 2A) 

[0042] Then the bracket 3 with the glass rod 1 3 inserted into the slot 1 1 passes through a 1 ,1 00°C reduction atmos- 
50 phere. As a result, as illustrated in Fig. 2B t a glass coating 1 3a from the melted glass rod 1 3 coats the slot inner walls 
of the slot 11. 

[0043] After this, using a press head of the required shape, the glass coating 1 3a is suitably compressed (compres- 
sion in the direction of arrow X) under the condition that the heated glass is still soft, so that as shown in Fig. 2C, it is 
possible to form the glass liner 5 of the required shape. 
55 [0044] Also, as another processing method, it is possible, after coating the slot inner walls of the slot 1 1 with the 
glass coating 13a, to do plastic forming of the glass coating 1 3a coated on the slot inner walls with such as a narrow 
diamond blade (not illustrated). When processing by this method, it is possible to form the glass liner 5 having the arch- 
wire slot 7 to the desired shape with good accuracy. 
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[0045] Further, the internal angles of the bottom of the archwire slot are processed so that the corner radius (RO) 
of its R shape of 0.03 mm or over, Consequently, when imparting torque to the archwire the stress can be suitably dis- 
persed, giving a fracture toughness that is higher than the brackets without said R shape. Incidentally, if the corner 
radius (RO) of the R shape is smaller than 0.03mm, there is little stress dispersion function. 

5 [0046] Also, another method of the processing is for example to previously provide concave portions having a size 
larger than slot 1 1 on both mesiodistal ends of the slot 1 1 of the bracket 3 as illustrated in Fig. 3A. Providing these con- 
cave portions 15 makes it possible to give the glass bevel portions 17 (rounded surfaces) at both ends as illustrated in 
Fig. 3B, when melting the glass to coat the inner walls of the slot 1 1 . Further, as shown in sectional view of Fig. 3C (sec- 
tion along line A-A in Fig. 3B), the structure is such that the rounded shapes at both ends go around the entire edges 

io of the slot 11. 

[0047] These bevel portions 17 can be formed accurately by the above mentioned hot press processing, and can 
be made with good precision by such as cutting processing and wet sand blasting. Further, the R dimensions of cut of 
the bevel portions 1 7 can be for example on the order of 0.05 mm to 0.5 mm. 

[0048] Also, the bracket 3 pertaining to the present invention is made of polycrystalline ceramics with crystal parti- 
75 cle diameters of 10 to 100 urn. Since there is a glass material (amorphous portion) in the crystal grain boundaries of 
the ceramics surface (the slot 1 1 surface), the result is good adhesion between the glass liner surface 5 and the poly- 
crystalline ceramics surface. Consequently, furnishing the glass liner increases the strength of the archwire slot portion 
and raises fracture toughness. 

[0049] The effect of the present invention can be made apparent next by means of examples. 

20 

(Example 1) 

[0050] Brackets were tested for frictional force. A materiel of the bracket used in Example 1 was Al 2 0 3 . A material 
of the glass liner used in Example 1 was Na 2 0 • BaO • Si0 2 type. The thickness of the glass liner at bottom portion was 
25 1 00 um and that of the glass liner at wall portion was 50 urn Glass was entered to concave portions at both mesiodistal 
ends so as to form the bevel portions at about 0.2mm corner radius. 

[0051] Frictional forces were compared for brackets furnished with glass liners (Samples 1 , 2 and 3) and brackets 
without glass liners (Samples 4, 5 and 6). 

[0052] The method of frictional force testing was, as illustrated in Fig. 4, to fasten the bracket 3 with adhesive to a 
30 fastening element 41, an insert stainless angular archwire 8 (0.018 inch x 0.025 inch) into the archwire slot of the 
bracket 3, and put it in a tied state with an elastometric ligature ring 43. In this state, the angular archwire 8 was held 
and pulled using a chuck 42, and variations in drawing force at this time were measured. 

(Test Conditions) 

35 

[0053] 

• Brackets used were lower anterior tooth brackets (AN). 

• Tensile rate of 8 mm/min. 
40 • Temperature of 37°C. 

• Wet conditions. 

[0054] The test results are shown in Figs. 5 and 6. 

[0055] As will be understood from Figs. 5A to 6C, the brackets without glass liners (samples 4 to 6) was large in the 
45 drawing resistance (friction force) in the range of 1 75 to 225g, and further, the fluctuation of the resistance (friction) var- 
iation line was large. On the other hand, in the brackets (samples 1 to 3) with glass liners (samples 1 to 3), the drawing 
resistance (friction force) was small in the range of 50 to 100g, and the fluctuation of the resistance (friction) variation 
line was small. 

so (Example 2) 

[0056] Bracket fracture toughness (torque rupture strength) was tested. A bracket used in this example is the same 
as Example 1 . 

[0057] Tests were made by imparting rotational torque with the rectangular archwire to brackets without glass liners 
55 (Samples 7 and 8) and to brackets furnished with glass liners 0.65 mm thick (Samples 9 and 1 0). 

• Two types of rectangular archwire were used, being full size cobalt chromium alloy wires that were 0.018 inch 
(actual rectangular dimensions of 0.018 inch x 0.025 inch) and 0.22 inch (actual rectangular dimensions of 0.0215 
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inch x 0.028 inch). 

• Torque tests were made by fixing each bracket, inserting the rectangular archwire into the archwire slot of the 
bracket so that both ends of the archwire were in a fastened state and tying up with respect to the bracket (using 
an elastometric ligature ring). Then rotational torque was applied around the axis of the rectangular archwire, and 
5 the torque was measured when the bracket slot bottom (bonding base side from the slot lower side portion) frac- 
tured (crack generated). 

[0058] Further, Comparative Sample 7 and Working Sample 9 used lower anterior tooth brackets (AN) with arch- 
wire slots 0.01 8 inches wide, while Comparative Sample 8 and Working Sample 1 0 used upper canine brackets (UCS) 
w with archwire slot width of 0.022 inch. 

[0059] The test results are given in Table 1. As will be understood from Table 1, the brackets pertaining to the 
present invention furnished with glass liners had strengths about 1 .3 to 1 .5 times those of the ones not furnished with 
glass liners. 

15 

Table 1 



Test Sequence: 


First Bracket 


Second Bracket 


Third Bracket 


(AN) 0.018 Inch Archwire Slots 


Comparative Sample 7 


660 


640 


660 


Working Sample 9 


840 


890 


890 


(UCS) 0.022 Inch Archwire Slots 


Comparative Sample 8 


650 


710 


550 


Working Sample 10 


1070 


910 


860 


(Units: gf ■ cm) 



[0060] As described above, by following the orthodontic element pertaining to the present invention, a glass liner is 
applied to an archwire slot provided in a ceramics bracket, which not only gives good slippage between the metal arch- 
wire and the bracket, but also makes it possible to have an orthodontic element that is superior aesthetically. Further, 
30 providing a glass liner makes it possible to offer an effect where the fracture toughness of the ceramics bracket is 
increased. 

[0061] Also, by following a structure where the glass liner is colored makes it easy to discriminate among glass lin- 
ers, for example making it possible to avoid errors by using different colors for different teeth, therefore making it possi- 
ble to offer an orthodontic element of superior handling capability and which is easy to position on the tooth surface 

35 because of the coloration. 

[0062] Also, with the orthodontic element pertaining to the present invention, following a structure such that both 
mesiodistal end surfaces of the archwire slot have bevel portions makes it possible to prevent excessive friction and 
gnawing phenomena between the archwire and both ends in the mesiodistal direction of the archwire slot, so that teeth 
shifting progresses smoothly, and it is possible to offer an orthodontic element capable of shortening the orthodontic 

40 treatment period. 

[0063] Following the orthodontic element pertaining to the present invention makes it possible to offer an orthodon- 
tic element that, when the corner radius at the slot bottom surface are 0.03 mm or over, raises the fracture toughness 
by making stress dispersion possible at times when archwire torque is imparted. 

[0064] Following the method of manufacturing the orthodontic element pertaining to the present invention, it is pos- 
45 sibie to make an orthodontic element that is superior both functionally and aesthetically by easy methods of glass melt- 
ing and processing. 

[0065] Also, relying on hot press processing as the processing after the glass has been melted makes it possible 
to offer an orthodontic element whose glass forming is very easy and that is suitable for mass production. 
[0066] Still further, within the orthodontic element pertaining to the present invention, by previously providing con- 
so cave portions on the mesiodistal ends of the slot that are larger than said slot so that glass flows into the concave por- 
tion while the glass is melted, it is possible to easily form a liner having roundness in portions of the mesiodistal ends, 
and it is further possible to offer a method of manufacturing an orthodontic element with good slippage. 

Claims 

55 

1 . An orthodontic element comprising: 

a bracket comprising polycrystalline ceramics, in which an archwire engages; and 
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a glass liner provided in an anchwire slot formed in said bracket in order to engage the archwire. 

2. The orthodontic element described in claim 1 , wherein said glass liner is colored. 

3. The orthodontic element described in claim 1 , wherein both mesiodistal end surfaces of said archwire slot have a 
bevel portion. 

4. The orthodontic element described in claim 1 , wherein the comer radius at the slot bottom surface is constructed 
to be 0.03 mm or over. 

5. The orthodontic element described in claim 1 , wherein said bracket comprises at least one of polycrystalline alu- 
mina (Al 2 0 3 ) or zirconia (Zn0 2 ). 

6. The orthodontic element described in claim 1, wherein said bracket comprises substances with optical transpar- 
ency. 

7. The orthodontic element described in claim 1 , wherein said bracket has its tooth side bottom surface with a torque 
in base structure. 

8. The orthodontic element described in claim 1, wherein said bracket comprises substances with optical translu- 
cency. 

9. The orthodontic element described in claim 1 , wherein said bracket comprises polycrystalline ceramics with crystal 
particle diameters of 1 0 to 1 00 urn. 

10. A method for producing an orthodontic element, comprising the steps of: 

inserting glass in a slot of a bracket, comprising polycrystalline ceramics, whose slot is somewhat larger than 
the archwire slot required; 

after the inserting step, melting said glass so that said glass covers the slot internal walls; and 

forming said glass covering said slot internal walls as a glass liner by processing to a shape nearly along said 

slot internal walls. 

11. The Method for producing the orthodontic element described in claim 1 0, wherein hot press processing is used as 
the processing after said glass is melted. 

12. The method for producing the orthodontic element described in claim 10, wherein cutting processing is used as the 
processing after said glass is melted. 

1 3. The method for producing the orthodontic element described in claim 1 0, wherein concave portions larger than said 
slot is previously furnished at both ends of said slot, and when said glass is melted, the glass flows into said con- 
cave portions. 
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FIG. 3A 
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